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(57) [ffffp] 

[if 11] a^|HB8S#&cJ: ^tffi3n««ara 
4, 

4. E&iEJl 13.1 4®ttJHKCt*V# 1 SsMRdtS 
frCt>4. C©*<fK*-*l lit. ABf*rc2ttl2 

««tuua« o&a, *<&sh 1 2 <^a t axqd * * t: 
&<*ti4 0 mitewm 1 3ts»--^6iii=wmttAa 

37a-39a«fc0 SEA* *i4#Stt©M 1 tiS&KC J: 
-7-Ct«E$n. *2ttroi4U3n*&84t*BKI2 
AD33a-36aJ: 0 SE A3n4g SttSHWC * T 
f*B3*4. 




35a 
36 



» il — » — t — |t » 2-V 



(b) 
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0) 



icwmmzzh o raits * £ c <tK * o . H69rt r 
SKfcC'r, 

©*t® t ttt'r < itosa k stazsis acw> ^ 

[More ] urn. i * Btto»AttWB#&c *$ 
i*r. 

b tc C t S«» 4 f £ atf3tODSIt^& 

■i-r. 

*a»*tt«c*j<r»r. 

*a < 4 b i ^©iisBSeAP^fe. p?/ ^*wc44a 

<?>sipiase.«»*ft tc to o »r % 

-*©tt®Ba apneas nfcttmmH; ©4*H 

#KS AP£ilS UfcAfcfc. eo^tfttEMS AP*> 

. [§g*fl6 ] ig^ i *6tt#R5 ©^rftaweefc 
r*r>r, 

Wia^sa^ac^Bcctsiaw^^snr i**c <t & 
flj»*tt*Hc »r Kai $ hftJWWtfWc* o r . 
man «r &ncwnHc[!«fftK iss-r &Miuts 40 



[ 0 0 0 1 ] 



50 



^20 02-2 4 008 7 
2 

[0002] 

[ffi«©KER) IE***). c©fi©2Fil4tt'S»#&4 
l/Ctt, lHW5-3l 8 52 7*£Wc«iiStir^ 

6*»*©«fi#ft)a«ai6ftri**. c©d»i*©ffiS 

gs* *tgf bMtKlittin A UfcH, ±S©flMft 

taSB&wfcs **€>©?*&. *(/c, c©8HB** 
oc j: mt kscc: — fcftSf Br#4H $ ftfc&iu 

[ 0 0 0 3 ] 

sHM*©BS#£rtt t ttHfhttwn *sa* * wwo 

StBffiAP** 1 -^KW &iir to *) . *©SiJiSaAPrt>& 
JTCOfe. C©fcJb. C<D$!&iC&ti& % gfifr 

MS&tc fe(iur^> ©ftffi i*DV©0 < 0 
^ c * tti j to en** -7 fc e 

^*ftRq°BS©.ia^i*:©-SaSK:ia^Sftfc<fiBISA 
□**6SEASft*J:^ccai*8ftri*Ct*6. to 

«s rcoffissec tt« u r KB £ ft £^ b*** h 

Ci**6, »«ftft»«f:«®tt:<OB^Sr'iS-ecSfit 

te*&ci*»6rHi6-c*-7fc. «0BfbMt 
1/ < MEu: A 0 *W U r ^ £ J: ^ ft« S«c 

\t. e<DA 0 ^Afc^sii^^^tiibtt^cc ^: o r*4 
HT^C4^r-*fti*Blftttb*-?*c. 

[ o o o 5 ] c mm\t. ±iwj: s *®gm&u& 

-r-spss^u:sBi/rft5ftfc<>©r'*&. *©Stt4 
f^^c^it. srt**a*«r*fticc*:r>r«jisft6aj 

msftfe^Ka^*^c>'^Ka^s^^« 

1 0 0 0 6] 

aMXIHBAnBatrSr^KccttS U ftift . e©«B« 
^ft©*B4^SI©+ 1 tr?- ^ 4©paKStflK9€:aL7^U 
•CgibS-ii^c ice j: 0 . MtlMS^i 

tcitKiit^sit&aftWwt*#tt«cto^r. sra 
fiatetasoKBBMaAP «:saw , »iaiBHjm»a©* 
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(3) 

3 

4. 

[ 0 0 0 7 ] ig«Jf 2 tCI2ttor>ft«cr)SSrtf4ag£»*S 

UfcC±£4&a£?4fc©X^4 0 
[0 0 0 8 ] Ii*^3 CBttQM©Wf*BtiUEr&& 
ii. li^i^isSS^M^Ka^^^to^-c. 
< £ 4> 1 ^EHWKAP^fc, Rft 4fe©t4B«*:a 10 
A* 4 J: 5 K mfi&l' fc C £ t * 4 bOVb 4 Q 

[ o o o 9 ] um* «iK*w>^©ssrtfttw»*s 

feot, ^<i^>!^^ii^A 1 D^f=>, Rft£# 
IK>tfiBIM:& Af 4J:5 tc«MX Wfc C ± *4M fc* 4 
M>"C*4. 

[ 0 0 1 0 ] S*f 5 «CI2tt<D»«©S2rtf4afi£»*S 

■SjfrfcSccjB^t:, — ■fr©tSa8fl?£\Dfl>£?£A>3*ifc 

*©tesapKXD*6**Ha*SEAt" 4 J: ^(cft&i,fc " 
Cfc«&afcT4fe<Dl?fc4. 
[ 0 Oil] B*S6 tci2«cr>SW©Srt*4aB£»il 

Aft*H<r >-cwi $ n^-^rt t4HfiS3BAr* r , 
Bi2WH.«^ac*HictSHS3Ei^e£sni:c*4 c fc & 

1 0 0 12] fi*i7 ^S2?toiW©»9t4afi£S&Rs 
ii. ife&l 3 KtittftlM KGtt09[*]tt»fl)I$#£* 

m^x&mzfttcM.ftm&fc&x-$ i '>x, mi&m& 30 

©Senate. mf4f4B^M§&3ftfcS8tfi9fo> 

t4SB^aa»€:«or^fi£s*i4ttt«c, ars2«w4 
^cDtikaJsnc^^^r4MR«^^«B(c 

[0013] ( \m > nai*** 1 £ bsj©* cfc n 

ii. R-£^fcH0»5M*^r4M^tm 
a\D&SSW4Ci^r'*4ti4>^. IH-^FitCM 

v 4 mm a* 4fe&^»i4stt&Aa * mi z> 

[ 0 0 14] KaotS^Kk*, WJBKlBflfc l/C«*R 40 
AC&B (t4SSXii^ES) (caAtaDttK#S*J9 
^ l CWU<rKaSit4R(^ e<0JtB*t4Br4fe«> 
©fiSft WBltt AP*-*B H-CJS-tc »ft $ 
tfXg238T4Cfc#T'*4. C<£fc£. Si4a&iaAP 
tC£ -7"C*M- Sn4»Bfi£^q c W>«fia>BS«:t2ff- 
^te T4 C fc T?6 4 C fc . I&ZS IJCC £ X'i$L 

astift^«»«:flM>'C«eu:«< -re ta^pltt-cab 
4. Sfc, tmOSA&Ut:»<Oj>ttlK&«rl!r4tt 

tttt&&&*a*'4 c fc * *>f4a$K: J: r«4S ^ nit 50 



WH2 0 0S-24 008 7 
4 

ISfeSS 5 tiftc »9»©iSf9l4JSu:f4S SHiAP £ Rtt 4 
cfcfcj^r. *(^»icWBW*tf*a6it4ct* 
gar>'C^itc44o 

[ 0 0 1 5 ] t&MmffltWX&fS&lcj: *? 

r SS oSc w* 4«BJH«Mcj* 0 f . 
*B*»KiJ:Di3»-ftlttB#*»<CB!(l*n4. £ 

fc. istKi»r4^H^BiH^.a(c)@sisn4. 
[o 016] fMN>wdcii. H-ftaa^«c*$^ 

TjSSSS^FeC'StB (ttHBXttSEB) tcfe&H^O 

t4sa*«flssi*4«»s«a'c**j. »»» 

KJ:D*SfttfH«*^3lirS^**fc4Cfc# 
r<£* e Sfc. M£(CK?4»t«nfe&«Uclitt$ 
Ja4. 

[ 0 0 1 7 ] I§*3g2 (CB^ORflWCfcntfc ^R« D P ^ 
^tfc«W P ^C»H.&¥a©*BKH--^t4Re«:© 
.«td ^4l^tc. ^a>aiS^ q °p(D«jHSB^:(C|gl5««r 

0>SEti^ss^:iSii^>&tt4 o ^cc. acflttoet^a 

tct?^iS^ii4c<t3»g»-c*)4. 
[ 0 0 18] Ig*3I3RCJ c li*3S4^la3S<O^^J:n 

ii. l^s^^a^s^Mrtcc. nv&i4ss<i«:& 

AT 4J: ^K:«*snfcSS^©t6SmW3*E» 
tt^S«5>rs*K:©.SS^^CiAiB]66iftr4 i 

•e©f^tii5i-^rtriffen4fc^«:, s^>*cinii^ 

■7$li^f^Ci3^"C*4 # 
[ 0 0 19] fg*3S5 (ceMawn^^mx. WBIAS 
«©«Bcc to v »-c , afcOKSSHK AD* ^ A S n4 
15] i; Ka^J^ii ft *s*^ D^C&fcJ^-CKttSft 

$ 6 <c , iiettBM[>NUMaLua*6 sa * n4 h t>tt 
aacDfttum s n4 c t a < ajt^^cc^^ c 
i/r*t4Hc*ffl«!ter^^**5t?En 
^t*. SfB^qW^B^tttcKHSy&fr^afel* 
4C6^SSt^4 0 

[ 0 0 2 0 ] IS*«6 tcBttoftWK ^:nii, &mfto> 

tt©s^^KB.««» 5 iift^n4, coMpii^a.'S 

4-^C, felxSS^4S§^. t S^^fct>OiT4C 

t i-c* 4 e MBtg»fai©t4as^«.s*nfcarti4 
[0021] S*«7tcia5M>^K:«fcnii:, Rft4t4 
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[0022] 

* a. 

1 0 0 2 3 ] HI < a > . U> > temT^^tC. 5!rt*A 
SbUBA&l/caiT'f K*-JH li*. PP (#'J7*P ' 
b # b>> , ABS <T * h • :/*i>x> - X 
*b>£^&f*> . PA (#07* F> , PPE <*U 
.7^l//X-f.'l) , PET (*»JX*U>*b7* 

U- h) , PC <tf »J*7-#4-H /ABS7P^. 

oasifHttun c^jswii) ccj^sri* <»««aft 

fitt > ccSjAS ftfctlMHUBfi £ l/C«5*tt 1 2 £ . * 
OSH 1 2<D«S (SlSfi > fcitafaSf 1 ttSS 1 3 
KCHR2f*SB 1 4 43M>{ft«3n'Ci»*. C©tf-f K 

[0024 ] SH 1 2 1*. *©J^W4*sfefSSBc . IE® 

Utcim {«BfiiS3S2*tt) Ke.«Sftfc»l2ESi 

Ttf > cc«AStlfc*2*E*l 7 4*6jEH*eSW 
We»*Sn , CC»&. Cft6*lSEtH 

■ ttSIVCt**. Hifi»l*E«16iW2aE»17 4 

oft WB±#«: ifi -? T&«6 0 T K W 6 ftt: I * 
[ 0 0 2 5 ] m 1 SE* 1 S<0*ffl (SEffl) ftSfltr 
1 SEH 1 6 a it, PISS 1 tiSff 1 3 tc£ oT^ 

^feh-^^fitc^3 ivri*&. com i fets*Js i 

»3Ett & C t * & <fc 9 ccfjr -? *c c »*. 
H2SE91 7£>HE <£JEE> &«flST^2 
^jS® 1 7 ait. 02 IftSB 1 4 tc«fc -*r£#35$-a> 
-^WCttHafTCl**. Cfl>M2t6BHl4i*. -rf* 
'J 9 2i*aWe A r 

[ 0 0 2 6] ±B1M K*-* 1 1 G>S££&fc 
■^»-CSW3"S"&, ID 2 ( a ) , ( I) ) ttHSBWWCSWJ: 
K-fc-JH i£3^T*fc£G>12FJ*ia 
tf»fflAfi2 1 a. H€ftS»2 2 <L&g>£*5[SP2 3 4 
*fB*ri*&. H*£B»2 2<D***WCtt, *tt 12 

»tt^92 3 It. f$Si>^$f*2 4 4. 
ffcMT*#2 4«ffliiOB (PL®) flCCStt6tlfcB 



«H2 0 0 2-2 4 0 08 7 

5 

1*** K3725, MS*?-* K3726, S3A7 
* K3T2 7. »4A^^ F3728R0W5^9^ K 

[0 02 7] WlA^-f Kn72 5«. »&£S!*#2 
4©***KHH»*nfc*lHIW»2 5art , C. B*£ 
3£SP2 2 XT a tc*i iB*R*aawt , &*i«K: 

KpJffe«C«.tt$ft'C<r»* 0 C©*1 F=i7 
2 5 ©-flliBfctt, £t-t 1 24>£EB <B ! SEB 1 6 
a8:tfSI2SEB I 7 a > CHB4**r£T* * IT* < (B 

^7 2 6-2 9 it, l*-Ttlt*lfcASJ*#2 4©PLB 

««:»^snfcS2ias9if. *3a»», ^4ia^2 

8aRt«5iaR82 9a|*rC\ Ml K372 5 

[0 02 8] ^2A^^ Krsr2 6^ it, Bg^ti^S} 

1iSfc«>o>A^3 2*ije»*nrv»'S. M3^^^ K 
2 7 2 7 a>?HB»* Ate**; * t b'?- < rt ccSAH*i££' 

^, ^5^^^ K27 2 9cc^f mimz^v 
•< K^72 7»'fE>M2^7^ K27 2 6fljKlfi^-7r 

5 RCW 4 ttsmAfiB 3 6 3fl^-«IBBCcat^-CER 

tt. syl£M3^7^ K2727flb^6S2A?^ Far 

2 80ccM^9-CJI|KC t ^-t^U2A^.S3 7. sz. 

*4smA^g 3 8 ao'*H«*a«oa a^.s 3 9 mm 

[ 0 0 2 9] gqiSSI 1 ^S4 f*aaa7v^E3 3-3 

6it^2»4as 1 4ft«wtr*»2ttaw**aE.u * 

-^6MHi4S^?iA'Sg 3 7 - 3 9 tt» 1 tMS 1 3 
^m^^>^ 1 tHDM<:tt«br«5D . *nfel?loc#jg 

tt^-cn iv t* ^. cn6 s?4a«a a^s 33-39 
tt*h*n, ^a^h' K2r2 7-2 9^tSftj-7 

^43 3 3 a , 9 2»H»a AO 3 4a. M3 »SM£A 
□ 35a, WA Wm&KUZ 6 a . S-tfi2fflftAn 

3 7a, STZtt BSHaAP 38a aCJE*H»H*lft/JP 
3 9a , rtgWCJRS$fifcfjkfiar!l«: 
#jaAP3 3 a -3 9 a &^L/r++ t^r v 

[ 0 0 3 0 ] 3*C, C«>SP3t*a.«8Bffi^a2 1 
nf^K^fc^l 1 «H&T«Rcctt. @2 
(b > tC3]»'J:9K:BICA9W2 2te«i*r»fl6fi« 
2 3*»I*»Lp&«!B'C. WHMIHKK3 1«>*«^*=> 

[0 03 !] vW, M2^6M5^7^P2r2 6-2 
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' (S) 

7 

L/. *1 K3T2 5«:»ft&a*#2 4««:il*> 

&C&iI (^*) BCX*23*feS5£34F 
2726-29 2111 4 KarS 5tcg$-f £J:^ 
tC^^^F$^^o C©£$, S3 (a) tc^ft&J: 
^K. g#! 2©SEB&!Hl Fa725G*t 
b;r < ) &0HKCtf^ftHRK (»2 * + tf* * 

4 0 > riti&tt* t\h tthlC* *-©g 2 + <4 0 
£ SSBK«aAD3 3 a - 3 9 a itfilSiyf&vttfSK: 
Sfc, 113 (I)) £*$tt&<fc$K:, an3ES 

idtm2^mm i ^nfcvsi 8 

fflJHCfctt*&SEffll6a. 17a£, *lX?<fF 
^725 CWtliB £ ©SB? cr It, W £ 

[0 032] M-KSa»a7d*K3 7 
♦4S&I&AP3 7 a fcilUCIT 1 S4H&I4 1 (41a) 
Sri512B2 4 1 +^^4 0piCC?£7^^<t£4>K:, 5 

■ i wwmMim 3 3 p&hn \ i«ttaAO 3 3 a * 

ilL'Cir2f4Kffl4 2 (42a> *»2*tef , *40 

rttcsAS-e*. c©£*. EumitiaaM* 1 ait, 

S-|S®Wa\P3 7 a«KtiLB?*SS 1 1 6 a 
©-*WB±#*tfflUfc». *"©^ 1 SEffl 1 6 a©& 
^^£»#ftfcfl>^t:tW*fc&feic, S2«4S 
$04 2 a tt, IH 1 ttmmm 3 3a fc]tc{k£T£lir2 
SESl 7 a©HS»^£44HWcfjL *©S2SE 
ffl 1 7 a ©&*»*. £ ccflld* <? Ttt4*« • 5 

ft:. flH£EB16a^«2SEBl TatottMtc 
fcc>*Cii, raavfti 8£[^Kfctt&&i^®atf J:0 
S4S&J 4 1 . 4 2 iMMttlfetf* 0 < »*I S ft* c £ tc 
Mt4SM4 I. 4 2,m±<Dnb&LAC£t). ft 

avail 8(9<t>AKia^te4kffawKAsn&. 

[003 3] 1 t4SZ&J4 1 a fttflEZttB 

«aAP3 8a^aai/fc(«Ki, ^-*4SK«sAP3 
8 a »&«2 * + t'r -r 4 OrtccM 1 t*8R94 1(41 
b) £&A3tf£ 0 *«e. |5i»lKsaf04 1 b&m 
HtSlBBKAD 39atHU fcittgK , *Ht£eN& 
AJj3 9art>*>SS2**tf?v4 0l*!fc»li4KM4 1 
fc&AStf, «1«4H»4 ncJMJSUSEHl 6a£ 
ft#t*9$n*. Httcc. KE»2tSlWi4 2adiS2 
IMttfiEJUQ 3 4a £M» L fcftftte . £? 2 ttHMSA 
□ 3 4a*fr&SS2 + *t7' * 4 0rt£»2t4H&]4 2 
(42b) *£A£-tt, «CEW2ttKM42b«siH3tt 
g&iSAP 3 5a ttUl/fcif ftc. *3 f4H*]sAP 
3 5a0>&»2KH»4 2 (4 2 c) «£AStf«. * 
WE . plHU 2 4 2 c ** 4 teimSAD 3 6a 
4Sai/fce»K, ft4WBMSAn3 6a*6*2i* 
HS]4 2&aX3't*, SI2tSZ»4 2«:J:*3I*23lEffl 
l7a£fta»H3n£. 

[ 0 0 3 4] ftfe, uriES 1 SUB 1 6 a ©-(M»>& 

imm^ t&&zm \ *m&i* 1 £ . W2 sbb i 7 a 



Wi2 0 0 2-2 4 0 08 7 
a 

©--*gSE*> 6>f6«»^ £ tt#4* 2 K8EM 4 2 £ tt, S 

us ne*HttttiftiH(c^u&i9fn(M4 

1, 4 2©»T#lS]©fe»* 5 . gtfl 2©MSESl 6 
a, 17a CM »r±T^I*^l>t»a# ft 

5K*t/gT*©#J: OSS 
[ 0 0 3 5 ] SftfC. SiSI* 1 SiES 1 6 a 8im2 S 
l£S 1 7 a^«4H?*KB»H 1.42 fe^ailffc 
8*fc», @TEi^^2 2 £^ft^SH2 3 ££3!BI* 
l&KOffl-To ftl*, RS1SSBW4 
1, 4 23^WfcSn&BK:. 0 1 ^ K^T 2 5^:0 
W^B2 2«Kfi*>tCX'7-f F$^C, *4I2^I4 1 . 
4 2 S V\m$Vi>£ >> ZVifi 

[0 03 6] ±!2<DJ:^^^3i$n3rc^^ K*-*l 1 
tt. 1 2 1 ^IES 1 6 a f . 

1 t4BM4 1 ^6«f 1 »452^ 1 3 ^lits'^-w 

jis -ctta $ n-c i ' * ^ i . -c-o^ i m&m 1 3 cc-^m 

1 X 5 <f F 37 2 5 ©KSJffl* 3 SiEffitc^ £ 
ttl2«5>*22Effll7a±*«:«->t: 1 »2tfiSBl 

4 is $ r-f4H snri^H, 2 ?4 

BS 1 4 ©ftQ^ 1 A7 ^ F ^ 7 2 5©S&XJH£: 3 

[0 03 7] CtitbW ItiSSi 3 £^2$4?2 

SI 4£©«ffSWCIt, Vj»l S©**^^. Mi2 

fe. BijiEv?#i 8Ki»-jfc*ffW^*±TK:rhr* 
. 1 1 3 £^2t4BS l 4 £©affatcli^tE©S 

1 (DttcM «SEfbM« o *< m#snfi4« 

[ 0 0 3 8] ±l» 1 StS^lStc J: ->^C^4I$n4^m 

*3S4448ES»AP3 3 a -3 6 a «t Dt£A$n4M2 
*4^g5)4 2 (C J: ->r W 2 1 4 AilBja $ nh J: ^ cc 
UttS-ft-Cl-ft. C©fti*!>. »2SKi5l 7a©R^* 
rtAfhctt-jr. S»r««^ig*«:B2t4HS«l4 2 

«rtf3riS^4C£^l?*4^A, ^2sE®17a© 
«*ft*#ica o r b&m^fe^ S 2 t4S^J 4 2^: 

5WgEAP3 7 a-3 9a«fcD?£A*n4^1t4S«4 1 
ic J: vxm 1 USB l 3 aWRift £ti« J: ^ tcjM^nt 
l * 4 C £ * 6 . fll 1 SlEffi 1 6 a ©S? 

±it «a r . a«>r m i *4asi 4 1 & 
?T*«&i*&catfr**. ^tc, 1SSS94 i, 4 2© 
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[0039] 56cc, c<DW#m&$ii$iv&. m- 

*6 WZfcffiWSLAP 3 7 a - 3 9 a £ OBI t£5$)4 
lfc&AO. Wl*6S4KK»fiiA[J3 3a^3 6a 
J: 9 W2%S«4 2 tttXTiJ: 5KmJ£$4TCC>&o 
C©3te», Hl/9ftttaai$l&X2 l*Ht*te-*is) 
^tttMt«ilfifiCj:<?'C. tYR-'H iKlSfta 

asHPtun i3.i4 ©r«*hmk:?t ^ c t #r- * 

6* fTCl**, CV>tc&>. 1MF*-JH 1 

mom 1 *4HS 1 3 tcmk?Z>$M&*-bo>£&icis 

•c-n tst* cctesr &*BMBSi a * f ot >±ji & 

[004 i ] JB*r, c©artttBSs£»*fti?«*. -* 
ttsa 4 2 #ft*©i4Haa ap &«s o ftuaaw: , «■ 

Ntttt4 1 . 4 2#8W 1 2-«»6i«^i*<!) 

[0 04 2] (u) Hi. WIS 

l*fc-*fl«B*l*fflWt*iil!K: J: . Mi «KB 1 3 
tW2tttDll 4i©*»t"H*<C»tf*Ci#'C* * 
C05V#l8i*, M1SBSI4 liW2«4 
323J4 2 t £H»fcS2 * + b'r ^ 4 0rtK£A Ofc*I 
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ABSTRACT : PROBLEM TO BE SOLVED: To provide an in-mold coating molding method capable of 
easily forming a coated layer showing highly good design by sufficiently spreading a 
coating agent on a surface of a resin molded item manufactured by means of the in-mold 
molding method and to provide an in-mold coated molded item. 

SOLUTION: A side molding 1 1 as an in-mold coated molded item comprises a base 
material 12, a first coated layer 13 and a second coated layer 14 each employed for 
coating a design surface of the base material 12 with. A V-shaped groove is formed at a 
boundary portion of both the coated layers 13 and 14. The side molding 1 1 is 
manufactured by injection-molding the base material 12 in a mold and thereafter injecting 
a coating agent in a space between the surface of the base material 12 and a cavity of the 
mold and curing it. The first coated layer 13 is formed of a first bright coating agent 
injected from the first to third coating agent injecting apertures 37a to 39a and the second 
coated layer 14 is formed of a second coating agent injected from the first to fourth coating 
agent injecting apertures 33a to 36a. 
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* NOTICES * 

JPO and NCIPI are not responsible for any 
damages caused by the use of this translation. 

1 .This document has been translated by computer. So the translation may not reflect the original 
precisely. 

2 **** shows the word which can not be translated. 
3. In the drawings, any words are not translated. 



DETAILED DESCRIPTION 



[Detailed Description of the Invention] 
[0001] 

[Field of the Invention] This invention relates to the covering mold goods in a mold manufactured using 
the covering shaping approach in a mold of making an enveloping layer forming in the front face of 
resin mold goods, and its covering shaping approach in a mold, within this metal mold by pouring in and 
stiffening coating between the front face of those resin mold goods, and the cavity of metal mold, after 
fabricating resin mold goods in a predetermined configuration within metal mold. 
[0002] 

[Description of the Prior Art] Conventionally, as this kind of the covering shaping approach in a mold, 
the manufacture approach of the Plastic solid currently indicated by JP,5-318527,A is learned. After the 
manufacture approach of this Plastic solid carries out injection molding of the thermoplastics and pours 
in non-hardened thermosetting resin succeedingly into the same metal mold, it stiffens the above- 
mentioned thermosetting resin. And according to this manufacture approach, surface [ a part of ] can 
manufacture easily the Plastic solid which consists of thermoplastics covered with thermosetting resin. 
[0003] 

[Problem(s) to be Solved by the Invention] However, one resin inlet for pouring in thermosetting resin is 
prepared, and it consisted of manufacture approaches of said conventional Plastic solid so that 
thermosetting resin might be injected into the front face of a Plastic solid from the resin inlet. For this 
reason, when pour in thermosetting resin and carry out covering shaping in a mold within the same 
metal mold after injection molding to the resin mold goods ( long elegance) of the shape of a long 
picture, such as grid-like mold goods which have the structure in which many, such as an exit cone of 
the air-conditioner in the components for automobiles, branched, for example, and a side mall, a 
bumper, according to this configuration, a possibility that coating could not be spread over homogeneity 
be in the whole covering surface. 

. [0004] Namely, since said thermosetting resin was constituted so that it might be poured in from the 
resin inlet arranged in the end section of the Plastic solid of grid-like mold goods, a long article, etc., 
depending on the configuration, the distance is still longer by the tee the top where the distance from the 
end section of the Plastic solid to the other end is very long. Furthermore, since the area which should be 
covered in proportion to the distance from the end section of said Plastic solid to the other end also 
increased, it was very difficult to spread thermosetting resin over homogeneity to all the corners of a 
Plastic solid. When it had the structure in which the Plastic solid became intricate remarkably intricately 
especially, a part for the complicated structured division may be unable to be covered with thermosetting 
resin. 

[0005] This invention is made paying attention to the trouble which exists in the above conventional 
techniques. The place made into the purpose is to fully spread coating over the covering surface of the 
resin mold goods manufactured by the covering shaping approach in a mold, and offer the covering 
shaping approach in a mold constituted so that the high enveloping layer of design nature could be made 
to form easily, and the covering mold goods in a mold. 
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[0006] 

[Means for Solving the Problem] In order to attain the above-mentioned purpose, the covering shaping 
approach in a mold of invention according to claim 1 By pouring in and stiffening coating between the 
front face of the resin mold goods, and the cavity of metal mold, after fabricating resin mold goods in a 
predetermined configuration within metal mold In the covering shaping approach in a mold of making 
an enveloping layer forming in the front face of resin mold goods within this metal mold, two or more 
coating inlets are established in said metal mold, and it is characterized by constituting so that coating 
may be poured in from each coating inlet between the front face of said resin mold goods, and the cavity 
of metal mold. 

[0007] The covering shaping approach in a mold of invention according to claim 2 is characterized by 
constituting so that the same coating may be poured in from all coating inlets in the covering shaping 
approach in a mold according to claim 1. 

[0008] The covering shaping approach in a mold of invention according to claim 3 is characterized by 
constituting so that coating of a different color may be poured in from at least one coating inlet in the 
covering shaping approach in a mold according to claim 1 . 

[0009] The covering shaping approach in a mold of invention according to claim 4 is characterized by 

constituting so that coating of the different quality of the material may be poured in from at least one 

coating inlet in the covering shaping approach in a mold according to claim 1 or 3. 

[0010] The covering shaping approach in a mold of invention according to claim 5 is characterized by 

constituting so that coating may be poured in from the coating inlet of the another side, immediately 

after coating poured into either of claim 1 to claims 4 from one coating inlet in the covering shaping 

approach in a mold of a publication passes through the coating inlet of another side. 

[001 1] The covering mold goods in a mold of invention according to claim 6 are the covering mold 

goods in a mold manufactured by either of claim 1 to claims 5 using the covering shaping approach in a 

mold of a publication, and are characterized by forming the enveloping layer in the front face of said 

resin mold goods. 

[0012] The covering mold goods in a mold of invention according to claim 7 are the covering mold 
goods in a mold manufactured using the covering shaping approach in a mold according to claim 3 or 4. 
While two or more kinds of enveloping layers which consisted of different coating are touched and 
formed in the front face of said resin mold goods in an edge, it is characterized by forming a V groove in 
the front face of the resin mold goods located in the boundary section between said different kind of 
enveloping layers. 

[0013] (Operation) While being able to prepare two or more coating inlets which pour in the coating 
same in the same metal mold according to invention given in above-mentioned claim 1, it becomes 
possible to prepare two or more kinds of coating inlets which pour in different coating in the same metal 
mold. 

[0014] In case the covering shaping approach in a mold is used for the front face (a covering surface or 
design side) of the long elegance as resin mold goods and an enveloping layer is made to form in the 
case of the former, at fixed spacing, homogeneity can be distributed in the optimal location for covering 
the front face, and a coating inlet can be arranged in it. since it is easy to make into about 1 law area of 
the front face of the resin mold goods covered by each coating inlet at this time, it is possible to lose 
very easily the part which is hard to be covered with coating. Moreover, since it has the complicated 
complicated structure similarly in case the front face of the grid-like mold goods which have much 
branching structure as resin mold goods is covered, the part which is hard to be covered with coating 
exists. It becomes very easy also to this kind of resin mold goods to spread coating over that part by 
establishing a coating inlet in the near location of said part which is hard to be covered. 
[0015] Therefore, a uniform enveloping layer is easily formed of the whole front face also to the resin 
mold goods which have the structure which is hard to cover with the covering shaping approach in a 
mold conventionally. Moreover, the time and effort and time amount which manufacture takes are also 
shortened easily. 

[0016] On the other hand, into the same metal mold, it is easy for the front face (a covering surface or 
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design side) of resin mold goods to make two or more kinds of enveloping layers form, various 
enveloping layers can be made to be able to form by the front face of resin mold goods in the case of the 
latter, and design nature can be raised to it. Moreover, the time and effort and time amount which 
manufacture takes are also shortened easily. 

[0017] According to invention according to claim 2, in case the same enveloping layer is made to form 
in the front face of resin mold goods, such as long elegance and grid-like mold goods, it becomes easy to 
fully spread coating over the whole covering surface of the resin mold goods, and the design nature of 
the covering mold goods in a mold is raised easily. Even when fluid low coating needs to be poured in 
especially, it is easy to spread coating over the whole design side. 

[001 8] According to claim 3 and invention according to claim 4, two or more kinds of coating inlets 
constituted so that different coating might be poured in into the covering molding die in [ of one ] a 
mold can be arranged. This configuration can cover coating which is different on the front face of resin 
mold goods in the same metal mold, and it becomes possible to make a pattern that a color and the 
quality of the material were variously changed to the front face of resin mold goods form very easily. 
Moreover, since the activity is done within the same metal mold, it can carry out very quickly and 
cheaply. 

[0019] According to invention according to claim 5, in the front face of resin mold goods, generating of 
the weld line formed when the flow of the same coating poured in from two or more coating inlets 
collides is canceled very effectively. Furthermore, the big flow which goes to a non-covered front- face 
side as a whole occurs from being rectified in the predetermined direction, without disturbing the flow 
of the same coating poured in from said two or more coating inlets, and it becomes easy to spread 
coating over the whole front face of resin mold goods. 

[0020] According to invention according to claim 6, the covering mold goods in a mold with very high 
design nature with which the whole covering surface was covered with coating poured in from the 
coating inlet arranged in the optimal location in metal mold by homogeneity are offered. While the 
single enveloping layer should be formed, as for these covering mold goods in a mold, two or more 
kinds of enveloping layers should be formed. Said covering mold goods in a mold with which two or 
more enveloping layers of a class were formed are equipped with the front face which formed the 
pattern, raised reinforcement partially, or raised design nature, and can become what was rich in 
versatility. 

[0021] According to invention according to claim 7, the high covering mold goods in a mold of the 
design nature by which the boundary section between the enveloping layers which consist of different 
coating may be viewed clearly may be offered very easily and cheaply. 
[0022] 

[Embodiment of the Invention] (The 1st operation gestalt) The 1st operation gestalt which materialized 
this invention is hereafter explained to a detail based on a drawing. 

[0023] As shown in drawing 1 (a) and (b), the side mall 1 1 as covering mold goods in a mold PP 
(polypropylene), ABS (acrylonitrile-butadiene-styrene copolymer), PA (polyamide), PPE 
(polyphenylene ether), PET (polyethylene terephthalate), It consists of a base material 12 as resin mold 
goods formed in the shape of a long picture (almost long square tabular) with thermoplastics (synthetic 
resin), such as PC (polycarbonate) / ABS alloy, and the 1st enveloping layer 13 and the 2nd enveloping 
layer 14 which cover the front face (design side) of the base material 12. This side mall 1 1 is used 
making the both-sides section of the body fix, in order to raise the design nature in sheathing of an 
automobile. 

[0024] A base material 12 is formed in the shape of a transverse-plane length square from the 1st design 
section 16 formed in the configuration (the shape of a side cross-section reverse KO character) where 
the center section bulged slightly, and the 2nd design section 17 formed in the configuration (the shape 
of a side cross-section reverse KO character) where the center section similarly bulged slightly while it 
is formed in the upper limit section mid gear in the shape of a transverse-plane length square. Each front 
face of these 1st design section 16 and the 2nd design section 17 is constituted by the smooth smooth 
side. V groove 18 formed in the shape of the cross-section side of V characters is continuously formed 
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in the boundary section of said 1st design section 16 and 2nd design section 17 over the whole boundary 
line. 

[0025] 1st design side 16a which constitutes the front face (design side) of the 1st design section 16 is 
covered with said 1st enveloping layer 13 uniformly [ the whole ] and flat and smooth. This 1st 
enveloping layer 13 can be constituted by photoluminescent coating (the 1st coating), such as a metal 
tone coating and a plating paint coating, and can give high design nature to the side mall 1 1 now. 
Moreover, 2nd design side 17a which constitutes the front face (design side) of the 2nd design section . 
17 is covered with the 2nd enveloping layer 14 uniformly [ the whole ] and flat and smooth. This 2nd 
enveloping layer 14 is constituted by the 2nd coating, such as a metallic paint and a body same color 
coating, and it can give high design nature to the side mall 1 1 while it prevents with [ of the body ] a 
blemish. 

[0026] Next, the manufacture approach of the above-mentioned side mall 1 1 is explained. As typically 
shown in drawing 2 (a) and (b), the covering molding die 21 in a mold for manufacturing the above- 
mentioned side mall 1 1 is equipped with the fixed metal mold section 22 and the migration metal mold 
section 23. The cavity (die face) which makes the configuration of the rear face of a base material 12 is 
formed in the center section of the fixed metal mold section 22. The migration metal mold section 23 
consists of the 1st slide core 25 prepared in the mold rate side (PL side) side of the body 24 of migration 
metal mold, and its body 24 of migration metal mold, the 2nd slide core 26, the 3rd slide core 27, the 4th 
slide core 28, and the 5th slide core 29. 

[0027] The 1st slide core 25 is constituted possible [ a slide in the direction approached or estranged to 
the cavity of the fixed metal mold section 22 within 1st grooving section 25a cut in the center section of 
the body 24 of migration metal mold ]. The cavity (die face) which makes the configuration of the 
design side (1st design side 16a and 2nd design side 17a) of abase material 12 is formed in one side face 
of this 1st slide core 25. moreover, the 2nd to 5th slide core 26-29 is close to each side face of the 1st 
slide core 25 within 2nd grooving section [ which was prepared in PL side side of the body 24 of 
migration metal mold by each ], 3rd grooving section, and 4th grooving section 28a, and 5th grooving 
section 29a - or it is constituted possible [ a slide ] so that it may estrange. 

[0028] The sprue 32 for passing the melting resin injected from the tip of the resin injection equipment 
31 to sketch is installed through the 2nd slide core 26. The 1st coating injector 33 for pouring in coating 
into a cavity is formed in the center of a lateral part of the 3rd slide core 27. The 2nd coating injector 34, 
the 3rd coating injector 35, and the 4th coating injector 36 are put in order and arranged in order in fixed 
spacing toward the 2nd slide core 26 side by the lateral part of the 5th slide core 29 from said 3rd slide 
core 27 side. On the other hand, the first coating injector 37, the second coating injector 38, and the third 
coating injector 39 are mostly put in order and arranged in order in fixed spacing by the lateral part of 
the 4th slide core 28 toward the 2nd slide core 26 side from said 3rd slide core 27 side. 
[0029] The 2nd coating which constitutes the 2nd enveloping layer 14 was held, the third coating 
injectors 37-39 have held from the first the 1st coating which constitutes the 1st enveloping layer 13, 
and all the other configurations of said the 1st to 4th coating injectors 33-36 are the same. 1st coating 
inlet 33a which each [ these ] coating injectors 33-39 crossed the corresponding slide cores 27-29, 
respectively, and was constituted possible [ a free passage into a cavity ], 2nd coating inlet 34a, 3rd 
coating inlet 35a, 4th coating inlet 36a, It has first coating inlet 37a, second coating inlet 38a, and third 
coating inlet 39a, and it is constituted so that coating held in the interior may be poured in to the 
predetermined timing beforehand set up into the cavity through each coating inlets 33a-39a. 
[0030] Now, in case the side mall 1 1 is manufactured using this covering molding die 21 in a mold, as 
shown in drawing 2 (b), after injecting melting resin in a cavity through sprue 32 first from the tip of 
resin injection equipment 31 in the condition of having mold clamp carried out of the migration metal 
mold section 23 to the fixed metal mold section 22, it is made to cool and harden and a base material 12 
is fabricated. 

[0031] Next, after sliding the 2nd to 5th slide core 26-29 in the 1st slide core 25 and the direction which 
estranges and retreating the 1st slide core 25 slightly to the body 24 side of migration metal mold (mold 
aperture), the 2nd to 5th slide core 26-29 is made to slide again, so that it may be close to the 1st slide 
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core 25. As shown in drawing 3 (a), while few gaps (the 2nd cavity 40) are formed between the design 
side of abase material 12, and the cavity (die face) of the 1st slide core 25 at this time, the free passage 
of that 2nd cavity 40 and each coating inlets 33a-39a is attained. Moreover, as shown in drawin g 3 (b), 
the gap alpha of each design sides 16a and 17a in V groove 18 part prepared in the boundary section of 
the 1st design section 16 and the 2nd design section 17 and the die face of the 1st slide core 25 is 
remarkably narrow compared with the gap beta in other parts. 

[0032] Next, while making the 1st coating 41 (41a) pour in into said 2nd cavity 40 through first coating 
inlet 37a from the inside of the first coating injector 37, the 2nd coating 42 (42a) is made to pour in into 
the 2nd cavity 40 through 1st coating inlet 33a from the inside of the 1st coating injector 33. After said 
1st coating 41a covers the whole end section of 1st design side 16a located in the first coating inlet 37a 
side at this time, while spreading toward a longitudinal direction to the other end of that 1st design side 
16a 2nd coating 42a spreads toward a longitudinal direction to the other end of the 2nd design side 17a, 
after covering the whole end section of 2nd design side 17a located in the 1st coating inlet 33a side, 
moreover, the thing for which expansion diffusion of coating 41 and 42 is remarkably controlled by the 
narrow gap alpha in said V groove 18 part in the boundary section of 1st design side 16a and 2nd design 
side 17a - in addition, both the coating 41 and 42 comrades — pushing back - the boundary line which 
met in the center of about V slots 1 8 is formed. 

[0033] Then, the 1st coating 41 (41b) is made to pour in into the 2nd cavity 40 from second coating inlet 
38a, immediately after said 1st coating 41a passes second coating inlet 38a. Furthermore, immediately 
after said 1st coating 41b passes third coating inlet 39a, the 1st coating 41 is made to pour in into the 
2nd cavity 40 from third coating inlet 39a, and the whole 1st design side 16a is covered with the 1st 
coating 41 . The 2nd coating 42 (42b) is made to pour in into the 2nd cavity 40 from 2nd coating inlet 
34a, immediately after said 2nd coating 42a passes 2nd coating inlet 34a, and the 2nd coating 42 (42c) is 
made similarly, to pour in from 3rd coating inlet 35a, immediately after the 2nd coating 42b passes 3rd 
coating inlet 35a. Furthermore, immediately after said 2nd coating 42c passes 4th coating inlet 36a, the 
2nd coating 42 is made to pour in from 4th coating inlet 36a, and the whole 2nd design side 17a is 
covered with the 2nd coating 42. 

[0034] In addition, as for the 2nd coating 42 which spreads from the end section of 2nd design side 17a 
to the 1st coating 41 which spreads from the end section of said 1st design side 16a to the other end, and 
the other end, it is desirable to be constituted so that expansion diffusion may be mutually carried out at 
the same rate. Furthermore, it is more desirable that the tip of the travelling direction of both the coating 
41 and 42 in said expansion diffusion process constitutes so that expansion diffusion may be carried out 
with a set in the vertical direction in both the design sides 16a and 17a of a base material 12. 
[0035] After carrying out cooling hardening of the coating 41 and 42 which covers said 1st design side 
16a and the whole 2nd design side 17a finally, the mold aperture of the fixed metal mold section 22 and 
the migration metal mold section 23 is carried out, and the side mall 1 1 is taken out. In addition, before 
said coating 41 and 42 is hardened, it is desirable to constitute so that the 1st slide core 25 may be made 
to slide to the fixed metal mold section 22 side slightly and coating 41 and 42 may be extended to all the 
corners of a design side. 

[0036] The side mall 1 1 manufactured as mentioned above is constituted by the smooth side where the 
front face of the 1st enveloping layer 13 copied the die face of the 1st slide core 25 as it was in three 
dimension in covering with almost uniform thickness the 1st enveloping layer 13 which consists of the 
1st photoluminescent coating 41 over the whole 1st design side 16a of a base material 12. Furthermore, 
in covering the 2nd enveloping layer 14 with almost uniform thickness over the whole 2nd design side 
17a of a base material 12, die front face of the 2nd enveloping layer 14 is constituted by the smooth side 
which copied the die face of the 1st slide core 25 as it was in three dimension. 

[0037] In addition, said both coating 41 and 42 forms the clear boundary line in the boundary section of 
these 1st enveloping layers 13 and the 2nd enveloping layer 14 along the center of V groove 18. In 
addition, since predetermined depth (depth) exists in the boundary section of the 1st enveloping layer 13 
and the 2nd enveloping layer 14 in V groove 18 part even if it is the case where the boundary line in 
alignment with said V groove 18 shifted up and down, and is formed somewhat, the design nature in the 
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appearance of the side mall 1 1 may be held quite highly. 

[0038] The effectiveness demonstrated according to the above-mentioned 1st operation gestalt is 
indicated below. 

(**) It consists of covering shaping approaches in a mold of the 1st operation gestalt so that the 2nd 
enveloping layer 14 may be formed of the 2nd coating 42 poured in from the 1st to 4th coating inlets 
33a-36a. For this reason, in being able to spread the 2nd coating 42 very easily and certainly over the 
whole longitudinal direction of 2nd design side 17a 5 even if it crosses crosswise [ of 2nd design side 
17a / whole ], the 2nd coating 42 can be spread easily and certainly. Since it is constituted so that 
similarly the 1st enveloping layer 13 may be formed of the 1st coating 41 poured in from the third 
coating inlets 37a-39a from the first, the 1st coating 41 can be spread very easily and certainly over the 
whole longitudinal direction and the whole cross direction of 1st design side 16a. If distance attainment 
can be carried out, the thing comparatively short [ to the coating inlet especially prepared adjacently 
even if it was the case that the fluidity of coating 41 and 42 was low ] for which the base material 12 
whole is covered is easy. 

[0039] Furthermore, it consists of this covering shaping approach in a mold so that the 1st coating 41 
may be poured in from the third coating inlets 37a-39a from the first and the 2nd coating 42 may be 
poured in from the 1st to 4th coating inlets 33a-36a. For this reason, two or more kinds of enveloping 
layers can be made to form in the side mall 1 1 at coincidence according to the covering forming process 
in a mold of the once using the same covering molding die 21 in a mold. 

[0040] Moreover, according to this covering shaping approach in a mold, using the covering molding 
die 21 in a mold, it is constituted so that shaping of a base material 12 and two kinds of enveloping 
layers 13 and 14 can be formed in coincidence. For this reason, it is easy to reduce the time and effort 
and time amount which manufacture of the side mall 1 1 takes, and to reduce a manufacturing cost. It 
was carried out by on the other hand sticking conventionally the luminosity foil tape beforehand 
manufactured with another object on the surface of a base material in the ornament of the luminosity foil 
mall equivalent to the 1st enveloping layer 13 of this operation gestalt. It is possible to save those time 
and effort to the time and effort which manufactures a luminosity foil tape, and the time and effort 
which sticks it on a base material having caused the remarkable rise of a manufacturing cost in the 
ornament of this conventional luminosity foil mall according to the covering shaping approach in a mold 
of this operation gestalt, and especially the economic effects at the time of mass production method of 
the side mall 1 1 are very large. 

[0041] In addition, it consists of this covering shaping approach in a mold so that the 1st coating 41 or 
the 2nd coating 42 may be poured in from the coating inlet of that another side, immediately after the 1st 
coating 41 or the 2nd coating 42 poured in from one coating inlet passes through the coating inlet of 
another side. For this reason, since it is constituted so that coating 41 and 42 may be rectified toward 
that longitudinal direction to the other end from the base material 12 end section, a longitudinal direction 
and the cross direction can cover the whole design side with coating 41 and 42 very efficiently. 
[0042] (**) This side mall 1 1 can divide clearly the boundary of the 1st enveloping layer 13 and the 2nd 
enveloping layer 14 from V groove 18 being formed in the boundary section of the 1st design section 16 
and the 2nd design section 17 according to the covering forming process in a mold of the once using the 
same covering molding die 21 in a mold. Furthermore, even when this V groove 18 pours the 1st coating 
41 and the 2nd coating 42 into coincidence into the 2nd cavity 40, they are mixed easily or those 
boundary lines can be prevented from being confused sharply up and down. Moreover, even if it is the 
case where both coating 41 and 42 is mixed microscopically, design nature with the very high 
appearance of the side mall 1 1 is secured by the depth (depth) of said V groove 18. 
[0043] (The 2nd operation gestalt) The 2nd operation gestalt is hereafter explained focusing on a 
different point from the above-mentioned 1st operation gestalt. The side mall 1 1 as covering mold goods 
in a mold of the 2nd operation gestalt is the same configuration as the above-mentioned 1st operation 
gestalt. As shown in drawing 4 (a) and (b), the covering molding die 21 in a mold of the 2nd operation 
gestalt is equipped with the 1st up slide core 51 and the 1st lower slide core 52 which divided the 1st 
slide core 25 into two up and down along Chuo Line of V groove 1 8 instead of. [ the 1st slide core 25 of 
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the above ] Both [ these ] the slide cores 5 1 and 52 are constituted so that it may slide independently 
within 1st grooving section 25a, respectively. 

[0044] Now, first, in case the side mall 1 1 is manufactured using this covering molding die 21 in a mold, 
after injecting melting resin in a cavity from resin injection equipment 31, cooling hardening is carried 
out and a base material 12 is fabricated in the condition of having mold clamp carried out of the 
migration metal mold section 23 to the fixed metal mold section 22. 

[0045] Next, after making the 2nd to 5th slide core 26-29 slide in the 1st up slide core 51 and the 1st 
lower slide core 52, and the direction to estrange, respectively, the 1st lower slide core 52 is slightly 
retreated to the body 24 side of migration metal mold (mold aperture). Then, after making it slide so that 
the 2nd to 5th slide core 26-29 may be made close to both the slide cores 5 1 and 52 as shown in drawing 
4 (a), the 2nd coating 42 is made to pour in into the 2nd cavity 40, and it is made to harden to the same 
timing as the above-mentioned 1st operation gestalt from the 1st coating injector 33, the 2nd coating 
injector 34, the 3rd coating injector 35, and the 4th coating injector 36. 

[0046] Next, after making the 4th slide core 28 slide in the 1st up slide core 51 and the direction to 
estrange, the 1st up slide core 51 is slightly retreated to the body 24 side of migration metal mold (mold 
aperture). Then, after making it slide so that the 4th slide core 28 may be made close to the 1st up slide 
core 51 as shown in drawing 4 (b), the 1st coating 41 is made to pour in into the 2nd cavity 40, and it is 
made to harden to the same timing as the above-mentioned 1st operation gestalt from the first coating 
injector 37, the second coating injector 38, and the third coating injector 39. 

[0047] Since the 2nd coating 42 is poured in and hardened after the upper limit section of the 2nd cavity 
40 for the side mall 1 1 of this 2nd operation gestalt to make the 2nd enveloping layer 14 forming has 
been physically divided by the 1st up slide core 51, the boundary line of the 1st enveloping layer 13 and 
the 2nd enveloping layer 14 is divided very clearly along Chuo Line of V groove 18. 
[0048] Therefore, according to the covering shaping approach in a mold of this 2nd operation gestalt, the 
same effectiveness as (b) of the above-mentioned 1st operation gestalt is demonstrated. Furthermore, the 
boundary section of the 1st enveloping layer 13 and the 2nd enveloping layer 14 can be clearly divided 
along Chuo Line of V groove 18 by having divided and constituted the 1st slide core 25 along Chuo 
Line of V groove 18 in the 1st up slide core 51 and the 1st lower slide core 52. In addition, since said 
boundary section is mixed even when it sees microscopically, or it is not confused up and down, the 
design nature of the side mall 1 1 is held very highly. 

[0049] In addition, it changes as follows and this operation gestalt can also take shape. 

- Manufacture the side mall 1 1 of a configuration of not forming the 1st enveloping layer 13. The whole 

design side of a base material 12 in which this side mall 1 1 was formed in the shape of a long picture is 

covered with the 2nd enveloping layer 14. In omitting the cavity for making V groove 18 form, the 

covering molding die 21 in a mold for manufacturing this side mall 1 1 is the same as the covering 

molding die 21 in a mold of the above-mentioned 1st operation gestalt, except that the third coating 

inlets 37a-39a are omitted from the third coating injectors 37-39 from the first, and the first. 

[0050] - In the covering molding die 21 in a mold of each operation gestalt, the 2nd to 4th coating inlets 

34a-36a or the second and third coating inlets 38a and 39a may be omitted. Or the second and third 

coating inlets 38a and 39a may be omitted in the 2nd to 4th coating inlets 34a-36a 5 and a list. 

[0051] - As shown in drawing 5 (a), in case the side mall 1 1 is manufactured using the covering molding 

die 21 in a mold of the 2nd operation gestalt First, after covering the 2nd coating 42 to the whole (1st 

design side 16a and 2nd design side 17a) design side of a base material 12, you may constitute so that 

the 1st up slide core 51 may be retreated slightly and the 1st coating 41 may be covered to 1st design 

side 16a. 

[0052] - As shown in drawing 5 (b), in case you cover coating to the design side of the base material 61 
whole which constitutes the exit cone of the air-conditioner for automobiles, or the base material 61 
front-end section, use two or more coating injectors 62-66 and coating inlets 62a-66a which are shown 
with the two-dot chain line formed in the same metal mold. In addition, after pouring in coating into the 
2nd cavity from coating inlet 62a first, immediately after the coating passes through the coating inlets 
63a and 66a as timing which injects coating into the front face of said base material 61, coating is 
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poured in into the 2nd cavity from the coating inlets 63a and 66a. Then, it is constituted so that coating 
may be poured in into the 2nd cavity from the coating inlets 64a and 65 a, immediately after said coating 
passes through the coating inlets 64a and 65a. 

[0053] - Instead of forming V groove 18, the protruding line or concave formed the shape of the shape 
of a cross-section rectangle, cross-section trapezoidal shape, and a cross-section triangle, in the shape of 
a cross-section hemicycle, etc. may be formed along with the edge of the design side in which the same 
enveloping layer is formed. 

[0054] - You may constitute so that the edge of the 1st enveloping layer 13 and the edge of the 2nd 
enveloping layer 14 may not touch. 

- The boundary section of the 1st design section 16 and the 2nd design section 17 was formed evenly, 
namely, let me form the 1st enveloping layer 13 and the 2nd enveloping layer 14 in the design side of a 
base material 12 in which V groove 18 is not formed using the covering molding die 21 in a mold 
equipped with the 1st up slide core 51 and the 1st lower slide core 52 of the 2nd operation gestalt. 
[0055] - Coating 41 and 42 may not be limited to the thing of the coating system of the above-mentioned 
operation gestalt, but may be thermosetting resin or thermoplastics. 

- The covering molding die 21 in a mold of each operation gestalt may be improved to the metal mold 
for injection compression molding, or the metal mold for injection press forming. 

[0056] - In the covering molding die 21 in a mold of each operation gestalt, while omitting the 2nd to 
5th slide core 26-29, omit the 2nd to 5th grooving sections 28a and 29a, and install the body 24 of 
migration metal mold to the front end section of PL side. Or the 2nd to 5th slide core 26-29 may be 
fixed to the body 24 of migration metal mold, and you may unify. Furthermore, form the first to the 1st 
to 4th coating inlets 33a-36a, and the third coating inlets 37a-39a in said installed body 24 of migration 
metal mold. 

[0057] - In the covering molding die 21 in a mold of each operation gestalt, while omitting the 1st to 5th 
slide core 25-29, and 51 and 52, omit the 1st to 5th grooving sections 25a-29a, and install the body 24 of 
migration metal mold to the front end section of PL side. Or the 1st to 5th slide core 25-29, and 51 and 
52 may be made to fix and unite with the body 24 of migration metal mold. Furthermore, form the first 
to the 1st to 4th coating inlets 33a-36a, and the third coating inlets 37a-39a in said installed body 24 
(migration metal mold section 23) of migration metal mold. 

[0058] Thus, even when constituted, it is possible to make coating 41 and 42 pour in between the design 
side of a base material 12 and the die face of the migration metal mold section 23, and the configuration 
of the covering molding die 21 in a mold can be simplified in this case. Since a base material 12 
contracts slightly within the covering molding die 21 in a mold by advance of its cooling and hardening, 
coating 41 and 42 can be made to pour in comparatively easily into the clearance by the contraction, 
when thermoplastics constitutes a base material 12 especially. 

[0059] Before pouring in coating 41 and 42 furthermore between the design side of a base material 12, 
and the die face of the migration metal mold section 23 at this time, it is desirable by decreasing the 
mold clamp force of the fixed metal mold section 22 and the migration metal mold section 23 to make 
coating 41 and 42 easy to pour in. Moreover, it is desirable to devise and constitute so that retreat the 
migration metal mold section 23 slightly to the fixed metal mold section 22, and a mold aperture is 
carried out, and PL side may be made to estrange slightly, you may carry out that it is further easy to 
make coating 41 and 42 pour in between the design side of a base material 12 and the die face of the 
migration metal mold section 23 and the leakage from PL side of coating 41 and 42 may be minimized 
in this case. 

[0060] Furthermore, the technical thought which can be grasped from said operation gestalt is indicated 
below. 

- The covering shaping approach in a mold characterized by constituting so that the gap for carrying out 
the mold aperture of said metal mold, and pouring in coating between the front face of said resin mold 
goods and the cavity of metal mold may be formed between [ from after shaping of said resin mold 
goods ] before impregnation of coating and coating may be poured in into the gap in the covering 
shaping approach in a mold given in either of claim 1 to claims 5. Thus, since the enveloping layer 
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which has predetermined thickness can be made to form in the covering surface of the resin mold goods 
manufactured by the covering shaping approach in a mold easily when constituted, design nature can be 
raised further. 

[0061] - In the covering shaping approach in a mold given in either of claim 1 to claims 5 The gap for 
carrying out the mold aperture of said metal mold between [ from after shaping of said resin mold 
goods ] before impregnation of coating, and pouring coating into it between the front face of said resin 
mold goods and the cavity of metal mold is formed. The covering shaping approach in a mold 
characterized by constituting so that said gap may be compressed after pouring in coating into the gap. 
Thus, when constituted, coating can be spread over the covering surface of the resin mold goods 
manufactured by the covering shaping approach in a mold much more effectively. Furthermore, the 
adhesive property of the front face of resin mold goods and coating can be raised easily. Moreover, it is 
also possible to lessen the amount of coating to pour in or to reduce the number of coating inlets. 
[0062] - Covering mold goods in a mold characterized by forming the enveloping layer in the front face 
of the resin mold goods which are the covering mold goods in a mold manufactured by either of claim 1 
to claims 5 using the covering shaping approach in a mold of a publication, and were formed the shape 
of a long picture, and in the shape of a grid. 

[0063] - Covering mold goods in a mold characterized by forming a protruding line or a concave in the 
front face of the resin mold goods which are the covering mold goods in a mold manufactured using the 
covering shaping approach in a mold according to claim 3 or 4, and are located in the edge of the 
enveloping layer covered with said same coating while two or more kinds of enveloping layers which 
consisted of coating which is different on the front face of said resin mold goods are formed. 
[0064] - Covering molding die in a mold which is a covering molding die in a mold used for the 
covering shaping approach in a mold given in either of claim 1 to claims 5, and is characterized by 
having two or more coating inlets. 
[0065] 

[Effect of the Invention] According to this invention, the following effectiveness is done so as explained 
in full detail above. According to the covering shaping approach in a mold of invention according to 
claim 1, coating can fully be spread over the covering surface of the resin mold goods manufactured by 
the covering shaping approach in a mold, and the high enveloping layer of design nature can be made to 
form easily. 

[0066] According to the covering shaping approach in a mold of invention according to claim 2, the 
enveloping layer constituted by the same coating within the same metal mold can be made to form easily 
in addition to an effect of the invention according to claim 1 . 

[0067] According to the covering shaping approach in a mold of invention according to claim 3, in 
addition to an effect of the invention according to claim 1, coating of two or more kinds of different 
colors within the same metal mold can be covered easily. 

[0068] According to the covering shaping approach in a mold of invention according to claim 4, in 
addition to an effect of the invention according to claim 1 or 3, coating of two or more kinds of quality 
of the materials can be easily covered within the same metal mold. 

[0069] According to the covering shaping approach in a mold of invention according to claim 5, the 
flow of coating which was poured into either of claim 1 to claims 4 into metal mold in addition to the 
effect of the invention of a publication is prepared, and coating can be easily spread over the whole 
covering surface of resin mold goods, preventing generating of a weld line. 

[0070] According to the covering mold goods in a mold of invention according to claim 6, coating can 
fully be spread over the covering surface of the resin mold goods manufactured by the covering shaping 
approach in a mold, and the high enveloping layer of design nature can be made to form easily. 
[0071] According to the covering mold goods in a mold of invention according to claim 7, the design 
nature of the boundary section between the enveloping layers which consist of different coating can be 
raised easily. 
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[Translation done.] 
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